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Burst Behavior of Wear Scar of Steam Generators Tubes

Hong-deok Kim'

ABSTRACT

Nuclear steam generator tubes have experienced wear degradation at tube support structure. Morphology of wear
scar was analyzed by using eddy current signal. A burst test facility for steam generator tubes was established and
tubes with 3 types of defects were tested. The burst test results show that the depth of wear scar is the main factor
influencing the burst pressure of tubes, meanwhile, both the longitudinal length and the angle also have effect on
the burst pressure. Based on test results, the burst pressure equation for wear degradation was proposed.

Key Words : Steam Generator Tubes(%71'2487] A G ), Wear("}E), Burst Pressure(3+E 48), Integrity Assessment
(AAA 7)), Eddy Current Test(2H 784
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